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HATCH INCORPORATED
Manufaturir.g prxer, control and instrumentation systems

December 2, 1985

DOCKET NO. 99901022/85-01

United States Nuclear
Regulatory Commission
Washington, D.C. 20555

Attn: Vendor Program Branch

Gentlemen:

Reference is made to your letter, Docket Number as above,
dated November 13, 1985 pertaining to your inspection of
Hatch Incorporated (HI), results of which are recorded on
Appendix A to referenced letter.

Hatch Incorporated responses to the nonconformances are
listed below:

1. (NRC) Critorion IX of Appendix B to 10 CFR Part 50
states:

" Measures shall be established to assure that
special processes, including welding . are. .

controlled and accomplished by qualified pro-
cedures in accordance with applicable codes,
standards, specifications, criteria and other
special requirements."

(NRC) Hatch Incorporated (HI) Quality Control Manual,
Revision G, dated March 31, 1978, states in part,
"All welding shall be in compliance with American
Welding Society (AWS) D-1.1 and ANSI-B31.1."

(NRC) The following were contrary to the above:

a, (NRC) Wold Procedure Specifications (WPSs) No. 1 and 2
were qualified to AWS Dl.1 (which addresses weld-
ing of base metals greater than 0.125 inches) to
weld 10-14 gauge sheet metal (thickness lesa than
0.125 inch) instead of AWS D-1.3 which is pertinent
to welding base metals less thaa 0.125 inch thick.

(HI) Hatch Inc. has now qualified welding procedures for
base metals less than 0.125 rader provisions of
AWS D-1.3. Attached as enclosures are procedures
12, 13, 14 and 15 verifying this action.

This action will prevent reoccurance, and it was
completed on November 22, 1985.
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V.S. Nuclear. Regulatory Commission i
. Vendor Program Branch '

,

Ref:. DOCKET NO. 99901022/85-01.
1
!-

^ '

J(NRC)~For Gas Metal: Arc Welding process, AWS D-1.1b.'

specifies that the maximum thickness permitted to be'

welded is that which is qualified by the Weld Pro-
cedure Specification. Contrary totthis specification, .

[. WPS's No. 3, 4 and 5 have been approved without specify-
'

ing the weld thickness.- ;

y,

t(HI).iWelding. procedures 3, 4 and 5 have been revised
to refl~ect maximum weld thickness permitted. "

+'
.. . .

..

-This: corrective action will preclude reoccurance, and
'it was completed on November 22, 1985.

'

.(NRC)AhSD51.1doesnotrecognizeweldingnutstoc.
sheet metal. ' Contrary to;this,-WPS No..6 has been4 '

N qualified and approved to weld ASTM A 354 nuts to ASTM
'' A 366 sheet metal.

'

, . ~(Hid) WPS No. 6-has been rescinded effect'ive November
i* ?27',' 1985. A copy-of this action is attached as an

enclosure. Action taken will preclude reoccurance, and
it was completed on' November 27, 1985.

'd. (NRC) One unqualified welder was permitted to perform
welding.

(HI) The welder (Pablo'41varez) who. performed' unauthorized
'

. welding has'been qualified.using 7018 rod. 'A copy of his-

,' qualification'is attached.'.

i
LAllywelders: files have been screened.to insure they are
qualified to Hatch Inc.- Welders Qualification Procedures,,

. and there will beJno reoccurance. 'Any new welders will
be qualified to Hatch-Inc.' Welding Procedures prior..to
being placed on.thefpayroll. Corrective action was com-

:Pleted on August | 13',.-1985.
,4 -

.

?d g

,2.,L(NRC) Criterion Viof, Appendix B to 10CFR50 states:;

,

" Activities affecting quality shall b.e prescribed by
documented instructions, procedures,'or drawings of
La type: appropriate . shall include quantitstive. . .

.or qualitative: acceptance criteria determining that
bnportant activities have-been satisfactorily
. accomplished."-
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Page 3
: December 2, 1985

U.S.' Nuclear" Regulatory Commissions

Vendor--Program Branch
Ref: DOCKET NO. 99901022/85-01

<

'a.- (NRC) Contrary-to the above, Hatch Incorporated (HI)
n did nottostablish a procedure to crimp lugs to wires,

~

.or define the acceptance criteria for inspecting the
crimped connections.

-(HI) Procedures (QCP-18)'have been completed covering'

Twire stripping, crimping and inspection. A copy of these,.

procedures are attached. This situation will not reoccur
and corrective. action.was completed on November 27, 1985.

b. (NRC) Contrary to above, HI did not establish a pro-
~cedure for automatically welding threaded studs to sheet
. metal to meet 1the requirements of Part 4, Section F of
Lthe AWS D-1.1.

|
~

'

(HI)- ' Attached is a copy of Hatch Inc. Stud Welding
Procedures QWP-13-6 which were completed subsequent _to-
your inspection. This action will prevent reoccurance
and corrective action was completed on. July 12, 1985.

Hatch Incorporated is'also taking action on those items mentioned
on inspection.. report Number 99901022/85-01- even though they were
not' identified as non-conformances.- These corrections will be-
completed by December.1985.

If yo.uchave any-questions pertaining'to above please feel free to
; call the undersigned or Ted Taylor at 915/542-1991.

-Very truly yours,

: HATCH INCO PORATED
~

$
, ,

.

A. , E. Hatch
,

AEH:ct.s*#'
'

,

Enc.
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Appendix B: Suggested Form for Sheet Steel Welding
'

Procedure Specification
.

Company HATCII INCORPORATED

Designation of sheet steal ARTM *18 8 Supporting material ASTM _366
Thickness 0.1196 to 0. 074 7 Thickness 0.1196 (12 gauge)
Type of coating CRS Type of coating CRS

Welding process quaw Manual, machine, or
Welding current 100 to 150 semiautomatic -MANUAL

* Type ELECTRODE-RODMelting rate 5 to 10 IPM
'# #Wire feed speed NOT APPLICABLE

'

el ng p sition F,H,V,OHAre voltage 24 to 3G VDC
" * "9Electrode classification E 7018

Shielding gas NONE - '
# #Flux - Tnw HvnnnnpN

Time for arc spot weld NOTAPPLICABLE[dh 1/8 INCH
#

a a ve d

is washer used? ' NO Length of weld 2 I CHES TO
CONTINUOUS

Sketch of joint
Type of test Bend *

.

Date tested 11/14/85
O. M CIAS

, -Test conducted by

Inspected by T. TAYLOR

Welder . . J. VALENCIA

Social security number MR 5-0 7-154 2

.

* SQUARE GROOVE BUTT JOINT, SHEET TO SHEET POSITION USED IN-TEST

PROCEDURE NO. 12 AUTHORIZED BY s z#v v
REVISION O bDATE 3 #Les d d j 2,31

~

//fS
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Appendix B: Suggested Form for Sheet Steel Welding
Procedure Specification

.. _

Chmpany IIATCH INCORPORATED

D;signation of sheet steel ASTM 366
Supporting material A 36

Thickness 0.1196 to 0.0747 Thickness 1/4 INCH
Type of coating CRS NONEType of coating

W;lding process S' MAW Manual, machine, or
100 to 150 semiautomatic MANUAL

W;lding current

#M;lting rate 5 to 10 IPM - *
,,

Polarity REVERSE
Wire feed speed NnT ADDT TP ART.R

Welding position F,H,V,OH
Are voltage 24 to 36 VDC .

Progression of welding FOREHAND
Electrode classification E 7018

1/8 INCH !
Size

Shi;lding gas NONE
,

## *
Flux _ LOW HYDROGEN.:

Diameter of arc spot or 1/8 INC. Time for arc spot weld NOT A DDT.T C A RT.R Width of arc seam weld

. ls washer used? NO 2 to 4 INCHESLength of weld

Sketch of joint

Type of test Bend *
11/14/85D;ta tested

Tcst conducted by O. YGLECIAS ._

OR.

inspected by -

Welder . J. VALENCIA' /
Social security number 585-07-1542

dditional : -

Macroetch OK
Bend Og

Visual EXCELLENT .

* FILLET WELDED LAP JOINT, SHEET TO SHEET AND SHEET TO SUPPORTING MEMBER
POSITION TESTED

APROCEDURE NO. 13 AUTHORIZED BY _Wu <2m4C
REVISION O 31 DATE 2 2, /9 f,J '-

. .
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Appendix B: Suggested Form for Sheet Steel Welding
Procedure Specification

.- .

Company nATrn TNrnnpnnATrn

D$signation of sheet steel ASThf 3GG Supporting material iA 36
Thickness O 100A tn n.n747 Thickness 1/4 INCH
Type of coating CRS Type of coating NONE

W;lding process GMAW Manual, machine, or
sem automatic M-N

Wilding current 200
WIRE ROLL

M;lting rate NOT APPLICABLE Type
,,

REVERSEPolarity
Wire feed speed 4-G IPhi

e ng p sWon F,H,V,M
Arc voltage 20

Progression of welding FOREHAND
El;ctrode classification E705-3

CO2 Size .035
Shielding gas

,

Gas Flow 35 CFH + 25% -10%Flux COPPER COATED

Time for arc spot weld NOT APPLICABLE Diameter of arc spot or 1/8 INCHwidth of arc seam weld

is washer used? NO Length of weld 2 to 6 INCHES

Sketch of joint

Type of test Bend *

11/14/85D;ta tested

O. YGLECIAS, Tcst conducted by
*

Inspected by -

J. VAL 5NCIA /
W;lder -

Social security number 585-07-1542
5dditional: ,

h!acroetch OK
Bnnd OK

Visual EXCELLENT -

oFILLET WELDED LAP JOINT, ' SHEET TO SHEET AND SHEET TO SUPPORTING h!Eh!BER
POSITION TESTED

PROCEDURE NO. 14 AUTHORIZED BY ,_ a MM,

REVISION;, 0 31 DATE ~7L6 M 2, /9,fJ-

- ..
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Appendix B: Suggested Form for Sheet Steel Welding
'

Procedure Specification
...

Company HATCH INCORPORATFD

Designation of sheet steel ASTM 366 Supporting material ASTM 366
Thickness 0.1198 to 0. 074 7 Thickness 0.1196 to 0. 0 74 7Type of coating CRS

Type of coating CRS

Welding process GMAW Manual, machine, or
semiautomatic SEMI-AUTO

Welding current onn

Melting rate NOT APPLICABLE
Type _ WIRE ROLL

R M RSEPolarityWire feed speed 4-6 IPM
Welding position F.H.V.OHArc voltage 90

~ "
Electrode classification E 705-3 "9 " "

Shielding gas CO2

Flux COPPER COATED
>

^* PTime for arc spot weld NOT APPLICABLE
efd 1/8 INCHh a an

is washer used? NO Length of weld 2 $ INCHES

Sketch of joint
Type of test hnd *

. . ..

- Date tested 11/14/85

, Test conducted by O.YGLECIAS
p

Inspected by T. TAYLOR

CIAWeider- .

Social security number 585-07-1542

Additional:
Macroetch OK
Bend OK
Visual EXCELLENT

* SQUARE GROOVE BUTT JOINT, SHEET TO SHEET POSITION USED I,N TE,ST
PROCEDURE NO. -15 AUTHORIZED BY_ -24pJdM
REVISION NO. 0 DATE b 2 k / 9/.I'3g

-
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WELDING PROCEDURE QUALIFICATION TEST RECORD..

,s- f PROCEDURE SPECIFICATION GROOVE WELD TEST RESULTS
'

j . Material specification A36- (CROUP I) Reduced-section tension tests Lab #6452-85.-

GMAW Tensile strength, psi+ ' Welding process
N T A m m Tr'_c, Manual or machine j- 73,690.

Position of welding 1C 74,090
5.18 2,

~

. Filler metal specification
' Filler metal classification E70S-3 Guided-bend tests (2 root ,2 face ,'or 4 side-bend)

1 Weld metal grade * NA
'

Root Fm-,

f Shielding gas C09 Flow rate 35CFH +25% -10% .
Single or multiple pass IPLE j. Acceptable ~ 1* Accentable-;.

',
Accentable 2- Acceptable

. Single or multiple arc '

-

DCRP Radiographic-ultrasonic examination - AcceptableWelding current_;_

: Welding progression NA FILLET WELD TEST RESULTS - ,

-,j
'

1 Preheat temperature Per Tahlo 4_7 (Ani-

NA Minimum size multiple pass Maximum size single pass,

Postheat treatment
J se Valencia 71 1 Macroetch . Macroetch

4:: Welder's name
~ 1- X 3.' X 1. Y 3. Y

!. ' ' Applicable when filler metal has no 2. 1 2. Y
AWS classification.

: VISUAL INSPECTION 19.25.1) - All-weld-metal tension test
NA

if L ' Apoenrance ACCE7 TART F ' Tensile strength, psi
Undercut - ACCE ? TABLE Yield point, psi NA-''

NA,'
- ' Piping porosity ACCEPTABLE ' Elongation in 2 in., % -

NA
] . Base metal thickness clualified 1/8" to 3/8" Laboratory test no.

-i.- : WELDING PROCEDURE'

*
, _.

! Pass . Elect. _

Welding current Speed of
*

: Joint detail~

No. size Amperes Volts travel

-
.

'

1; _.035 _200 20 4.6ipm go,

. . '2 .035- 200 20. 4.61pm

q3[}Lh -
,

, e-
#~

.3 .035 200 ~ 20 -5 ipm 7
I |'

-4 .035 200 120'
_

2.751pm - yq g"| 3

(ftt)

h&L $011 $ beefg
,

'

' _. :

}.
We, the undersigned, certify th'at the statements in this record are correct and that the test welds were prepared, welded,!'

and tested in accordance with the requirements of 5B of AWS D1.1, Structural Welding Code. (AWS DI.1-81)
..

*

HATCH INC.PROC.-3 . Manuf acturer or contractor'

Procedure no.

DATE Authorized by ##v "

; Revision'no.'-,

M'Wj;C. +sa h w-a-3 L aa,;a 14 D~

l Revision 0 DATE' 5-2-85
.

y- - -

.. _

'6 _
-

,
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HATCH INC.

- WELDING PROCEDURE QUALIFICATION TEST RECORD

- f PROCEDURE SPECIFICATION GROOVE WELD TEST RESULTS

Material specification A36 (GROUP I) Reduced-section tension tests
. Welding process GMAW Tensile strength, psi

Manual or machine CWT-n e e rc_c

Position'of welding 1G I*
5.18 2. *

Filler metal specification ~ E70S- 3 Guided bend tests (2 root ,2 face , or 4 side-bend)Filler metal classification
Weld metal grade *- NA~ Root Face
Shielding gas m, Flow rate 35CFH +25% -10%

~ I- * 1- "^
Single or multiple pass crerv

Single or multiple are M@I.LPLE 2. "" 2- "^

DCRP
' '

Radiographic-ultrasonic examinationWelding current

PARTIAL PEN MACROETCH
~ reh t iern rature Per Table 4.2 (AWS)

Postheat treatment NA

Welder's name Jose Valencia

' ' Applicable when filler metal has no 1. 3. M 1. X 3. X

AWS classification. 2. OK 2. Y

VISUAL INSPECTION (9.25.1) All weld-metal tension test
NA

Appearance AccrpTABLE- Tensile strength, psi
NAYield point, psiUndercut amews nr r

Piping porosity amewant e Elongation in 2 in., % NA

Base metal thickness qualified 1/8",' Laboratory test no.NA
: Effective throat qualified-

UP to 3/16,LDING PROCEDUREWEj

- Pass Elect. Welding current Speed of
Joint detail'

No. size Amperes Volts travel
Square Groove

.

1 .035. 200 20 5 ipm*

.

2 .035- 200 20 6 ipm ,

G:P 4-e-

'
I i

1/8".

. .

.

.

W'.z6at : MfAMn6lt iron /f/on6
.

EA*edive Threat : bl. Ewd.. min.
_

We, the undersigned, certify that the statements in this record are correct and that the test welds were prepared, welded,
and tested in accordance with the requirements of 58 of AWS DI.1, structural Welding Code. (AWS Dl.1-81)

Procedure no. Pmri - d Manufacturer or contracgTCH INC.
,-

2 DATE Authorized by A** " "-Revision no.

' [ .See f.2Wl'~ /1-3 C , a./J2 ion .11. Id. "?c 2PrDate

Revision 0 D TE 5-2-85

.

e6

._
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I. WELDING PROCEDURE QUALIFICATION TEST RECORD

-
- y PROCEDURE SPECIFICATION GROOVE WELD TEST RESULTS

A36 (Grout) T) Reduced-section tension tests
|

Material specification
Welding pr Tensile strength, psi

SDi AUTOMATIC-Smac ine
Position of welding 2F 1-

2. -

Filler metal specification 5.1p

Filter metal classification E70S-3 Guided bend tests (2 root ,2 face , or 4 side-bend)
NAWeld metal grade. Rm Fm

Shielding gas - C09 Flow rate 35CFH +25% -10% NA 1, NA~

Single & Multiple 1.Single or multiple pass
Single or multiple arc Sinstle 2. NA 2. NA

DCRPWelding current Radiographic-ultrasonic examination

CILLETWELD TEST RESULTSPe Table 4.2 (AWS) .

rch t temperature
Postheat treatment NA Minimum size multiple pass - Maximum size single pass

1 ~ Welder's name Jose Valencin Macroetch Macroetch
OK 3. OK1. OK 3. OK 1,

' Applicable when filler metal has no
5t M PM 2. OK g ygAWS classification. 2. OK

VISUAL INSPECTION (9.25.1) All weld-metal tension test
NA

Appearance ACCEPTABLE Tensile strength, psi
NA

Undercut ACCEPTABLE Yield point, psi'

NAPiping porosity ACCEPTABLE Elongation in 2 in., %;
Base metal thickness qualified 1/4" to 1/2"- Laboratory test no. NA

,

WELDING PROCEDURE

Pass Elect. Welding current Speed of " ***"
Amperes Volts travel TEE-i No. size

i

1 .035 200 20 6 ipm 9* k
I .

t. .

.

!9Vi
1 .035 200 20 12 ipm

2 .035 200 20 5 ipm

ry V-

3
- ?\

1 > <
4

We, the undersigned. certify that the statements in this record are correct and that the test welds were prepared, welded,*

I- and tested in accordance with the requirements of SB of AWS D1.1, Structural Welding Code. (AWS Dl-1-81)

Procedure no. PROC-5 Manufacturer or contractor HATCH INC.

2 DATE &Revision no. Authorized by

'!- Y.Su 6tA/P-/3-3 br P.)dlEsul Id. N" A' # 5Date
>'

{ Revision 0 DATE 5-2-85i

!
i
4 - .

..
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IIATCH IIIC.

WELDING PROCEDURE QUALIFICATION TEST RECORD

ppf PROCEDURE SPECIFICATION GROOVE WELD TEST RESULTS

%36 to ASTM 354 Reduced-section tension testsMaterial specification
CMAWWelding process Tensile strength, psi

Manual or machine SEMI-AUTOMATIC g;g

Position of welding 2' F NA
Filler rnetal specification 91 A -

.

Guided-bend tests (2 root ,2 f ace , or 4 side-bend)
Filter. metal classification E 709- ?
Weld metal grade * NA Root Face

Flow rate 35CFri +25% -10%Shreiding gas -- CC g
-

Single or multiple pass S4-_gle
-

m 2- " /,

Single or multiple are cingla
Radiographic-ultrasonic examinationWelding current DCP_o

',d g p[ g ess on n,Per Table 4.2 (ANS) * NUr MACROETCH CROSS-SECTION .

Postheat treatment NA
--

'

Welder's name Jose Valencia
/ * NA

NA.- OK OK
I-' Applicable when filler metal has no OK

% NA2.AWS classification. g
VISUAL INSPECTION (9.25.1) All weld-meta ension te

Tensile sty'ngth,' psi -N ,

. Appearance ArrPo'ennt w

Yield pgnt psi [ NAUndercut w - nm * = "-

Elongatioq' iri 2 in., % NAPiping porosity - - - - -

NABase metal thickness qualified 1/8" to unlimited Laboratory test no.

WELDING PROCEDOE
\b- kj

<N
Pass Elect. Welding current Speed of \ , \' ,( travel 5% Joint detail
No. size Amperes Volts NNut to $tipporting Member

/
6 ipm /. g/ \'

1. .035 200 20 4
.

P8[,}, n.

% r& u-

b k
/

' . ' ( Supporting member
'

"

/. <N
-

,

N/ p,

\ Ni

h . bu.pperly marnber 6t2<.; d, ,flhth
r .

.

ljde: thru nuh weLle$ ,.

'

.,

e

- We, the undersigned, certify that the statements in this record are correct and that the test welds were_ prepared,) welded,
and tested in accordance with the requirements of SB of AWS DI.1,' tructural Welding Code. LAWS Dl.1-81S

, HATCH INC.
PROC.-6 Manuf acturer or contractor

-

Procedure no.

Revision no. 1 DATE - MAY 2 31985 I E# mAuthorized by

* NOTE: This test was performed to demonstrgtg jfw . y
'. -process technique for welding nuts s;

,

to supporting members. Revision 0 DATE 5-2-85~
;

SWh/3 3 Sor .1$)ib[t11&l itifct:-

..
,

- - - ---- - - - - - - - - - _--
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Sample is'elding Foms1211

; WELDER AND WELDING OPERATOR CUAllFICATION TEST RECORD,.

.

PABT O ALVAREZ 6. Welder or welding opgtgs name Identificatyn no.
Welding pregest Manual Semiautomatic Machine
Position
(Flat, horizontal, overhead or verticel -if vertical state whether upward or downward)
In accordance with procedure specification no. Droc. - 5
Material specification A 3G-
Diameter and wall thickness (if pipe)- otherwise, joint thickness

. Thickness range this qualifies-

FILLER METAL

Specification no. 5.18 E 70S- 3 4'
Classification F no.

! Describe filler metal (if not covered by AWS specification) N/A

is backing strip used? NO
*

^
Filter metal diameter and trade name .035 Flux for submerged arc or gas for gas metal arc or flux,

M "U cored arc welding CO g
VISUAL INSPECTION (9.25.1)

Appearance Acceptable Undercut Acceptable NonePiping porosity

Guided Bend Test Results

Type Result Type Result

. N/A X X X

N/A X X X

Test conducted by N/A ELaboratory test no.
AWS Dl.1-81per

Fillet Test Results

Appearance Acceptable p;;r,, ,;2, -5/16 Inch
Fracture test root penet, ration Acceptable

Macroetch Acceptable
(Describe the location nature, an size f an
Test conducted by O,Ao ^ %, - Y ***y crack or tearing of ' . imen.)

A Wj / { /9T A N/A
| M M _ Laboratory test no.per- WS 01 1d bi gi_'"O M - 901 ..

D
.

RADIOGRAPHIC TEST RESULTS

Film. Film
identifi- Results Remarks identifi- Results Remarks
. cation . cation

N/A X X X X X.

N/A X X X X X -

Test witnesse'd by N /A Test no. X
Xper

We, the undersigned, certify that the statements in this record are correct and that the welds were prepared and tested in
f accordance with the requirements of SC or D of AWS D1.1, Structural Welding Code.

Date"Auf 3,85" on line Manufacturn or conyy~ AM#Mb[ Note: l
sa2 1++b

' Test Conducted By was added~ Authorized by --

Date Mu /-P. [4 TNovenber_.21,85 f
- 31978 by Americar(I/ eld nhiety. AH rights reserved.

W
.

,
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